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Abstract: Metallic substrates and polymer adhesive in composite-metal joints have a relatively
large coefficient of thermal expansion (CTE) mismatch, which is a barrier in the growing market of
electric vehicles and their battery structures. It is reported that adding carbon nanotubes (CNTs) to
the adhesive reduces the CTE of the CNT-enhanced polymer adhesive multi-material system, and
therefore when used in adhesively bonded joints it would, theoretically, result in low CTE mismatch
in the joint system. The current article presents the influence of two specific mass ratios of CNTs
on the CTE of the enhanced polymer. It was observed that the addition of 1.0 wt% and 2.68 wt% of
multi-walled CNTs (MWCNTs) decreased the CTE of the polymer adhesive from 7.5 × 10−5 ◦C−1
(pristine level) to 5.87 × 10−5 ◦C−1 and 4.43 × 10−5 ◦C−1, respectively, by 22% and 41% reductions.
Keywords: composite-metal joint; electric vehicles; carbon nanotubes; polymer adhesive; thermal
strain measurement; coefficient of thermal strain mismatch
1. Introduction
Due to their advantages of energy saving and environmental protection, high-performance
electric vehicles are under rapid development [1]. The structure adhesive bonding technol-
ogy, as a new type of lightweight structural joining technology nowadays, exhibits good
performance when joining dissimilar materials, such as those identified in, and solves
the technical bottlenecks in conventional joining processes [2–7]. Moreover, it has good
sealing and fatigue resistance compared to traditional joining methods, which make them
suitable for the assembling process of high-performance electric vehicles [8]. For example,
the adhesive bonding technology is applied in the battery pack system, which is one of
the core components of electric vehicles to determine the mileage and speed of electric
vehicles [9]. The disadvantage of this battery pack system is that the batteries discharge at
different rates during use, and generate significant heat at different rates of heat genera-
tion. Additionally, the accumulation of time and space effect will accumulate heat. The
temperature in the battery pack area can reach up to 200 ◦C [10]. The high temperature
may lead to significant thermal expansion and residual stress in the battery compartments,
resulting in failure of composite-metal bonded joints. The joint failures in the battery pack
system will result in some serious problems, such as cracks in joints and moisture in the air
entering the battery [8], thus reducing the performance of the battery, and even leading to
the failure of the entire battery pack system, potentially leading to traffic accidents. The
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main factor impacting the failure of the bonding joint is the coefficient of thermal expansion
(CTE) mismatch among components of the joint, especially between the metal and polymer
adhesives. CTE mismatch is the main source of inducing internal shear stress that may
result in joint failure at high temperatures. It has been reported in previous studies that
carbon nanotubes (CNTs) can be utilised as additives in epoxy-based adhesives to engineer
their CTEs, allowing for the manufacture of enhanced adhesives with tailorable CTEs to
meet the requirements of a wide range applications [11–14].
The present study investigates how the addition of varying weight percentages of




A low viscosity bisphenol-A epoxy resin, Araldite LY1564 (Hunstman, UK), was used
in the present study. The epoxy was cured using a hardener, Aradur 3486 (Hunstman, UK).
The mix ratio of Araldite LY1564 and Aradur 3486 was 100:34 by weight. The recommended
working temperature of the epoxy system is up to 120 ◦C [15].
The epoxy was modified with varying weight percentages of multi-walled CNTs
(MWCNTs). The MWCNTs were synthesised in-house by injection floating catalyst chemi-
cal vapour deposition (CVD) method at 750 ◦C using ferrocene as the catalyst and toluene
as the carbon feedstock. Iron-containing catalysts, such as ferrocene in this study, are known
to result in the formation of MWCNTs [11,16,17]. The weight percentages of MWCNTs
used were 1.0 and 2.68 wt%. The density of MWCNTs is almost similar to that of polymers













This implies that taking densities for the epoxy and MWCNTs at 1.25 and 1.50 gm/cm3,
respectively, the MWCNT volume fraction will be at 0.08% and 0.42% for 0.1 and 0.5 wt%,
respectively. For MWCNTs with a diameter of 15–57 nm and a length of 600 µm, it has been
possible to reduce the CTE of the polymer from 7 × 10−5 ◦C−1 to 0.4 × 10−5 ◦C−1 using
8.5 vol% of MWCNTs [11]. Metals such as steel and aluminium have a CTE in the range of
1 − 2 × 10−5 ◦C−1. Thus, assuming a linear relation, MWCNTs with 6 vol% should reduce
the CTE of the polymer to the range of steel or aluminium (theoretically). The MWCNTs
used in the present study have diameters of 100–200 nm (four times radially larger than
the MWCNTs used in a previous study [11]). Therefore, theoretically, to reduce the usage
of costly MWCNTs up to four times to produce 6 vol% according to [11], one would end
up using up to 1.5 wt% MWCNTs on average, or as used in the present study, i.e., 1.0 wt%
and 2.68 wt%. The use of 2.68 wt% was mainly due to the actual calculation of the mixture.
A surfactant, Triton X-100, with a molecular weight of 625 and a critical micelle
concentration (CMC) of 0.22 to 0.24 mM, was used to facilitate the dispersion of MWCNTs.
When the concentration of Triton X-100 is higher than the CMC, micelles of Triton X-100
occur in the solution, and they further contribute to the dispersion quality of CNTs [19].
The concentration of Triton X-100 used in the present study was 10 times the CMC, i.e.,
2.2–2.4 mM.
2.2. Preparation and Manufacturing
The epoxy adhesive specimens with MWCNTs and adhesive–metal bonded specimens
with MWCNTs were prepared. Aluminium (Al) was used as a substrate for adhesive–metal
bonded specimens. Five types of specimens were manufactured as shown in Table 1 and
Figure 1.
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Table 1. List of specimens manufactured in the present study.
Specimen Constitution Dimension
Specimen a epoxy+Al+1.00 % MWCNTs 105 mm × 30 mm × 10 mm
Specimen b epoxy+Al+2.68 % MWCNTs 105 mm × 30 mm × 10 mm
Specimen c epoxy+1.00% MWCNTs 105 mm × 30 mm × 5 mm
Specimen d epoxy+2.68% MWCNTs 105 mm × 30 mm × 5 mm
Specimen e Al only 105 mm × 30 mm × 5 mm
Figure 1. Schematics of specimens manufactured: (a) hybrid joint specimen; (b) epoxy specimen; and
(c) aluminium specimen.
First, the aluminium substrates were polished with 100-grit grinding paper to me-
chanically clean the surface from contaminants. Within an hour before bonding, 400-grit
grinding paper was used to remove or minimise the thickness of the native oxide layer on
the aluminium surface. Acetone was used to wipe the bonding area to thoroughly clean
any residual organic contaminants on the surface, to ensure good bonding quality and the
final performance of the specimens, i.e., ensuring the ultimate bond strength was reached.
The aluminium moulds for manufacturing the specimens were manufactured as per
Figures 2 and 3. The moulds were equipped with release film to avoid the residue of the
polymer after curing. The surface treatment using acetone and release agent was also
performed before the application of the adhesive. Mould 1 was used to manufacture
specimens a and b. The thickness of the chamber in mould 1 was 1 mm; an aluminium
substrate with the thickness of 0.5 mm was inserted inside to produce an adhesive thickness
of 0.5 mm.
Mould 2 was used to manufacture specimens c and d; the thickness of the chamber in
the mould was 0.5 mm to manufacture specimens having a thickness of 0.5 mm.
Figure 2. Schematic of the manufactured mould.
Figure 3. Image of the manufactured moulds.
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The MWCNTs were dispersed in the epoxy/adhesive system using a probe sonicator.
First, the MWCNTs were weighted on a laboratory scale, and a certain weight percentage
was selected relative to the weight of the epoxy. The appropriate amount of Triton X-100
was then added into the MWCNTs and 40 mL of acetone was poured into the MWCNTs
and TX-100 mixture. Then the mixture was sonicated using a Branson Digital Sonifier
probe sonicator for 15 min, during which the beaker was held in a water bath to prevent
the solution from overheating and the acetone from evaporating.
Second, the MWCNTs’ dispersion in acetone was poured into epoxy resin, was hand-
mixed to incorporate the acetone with the epoxy to lower its viscosity, and was then sonicated
again for 30 min to disperse the MWCNTs into the epoxy resin. The beaker was then left to
heat up under sonication energy to evaporate the acetone present in the solution.
Then, the dispersion of the MWCNTs in the epoxy was further mixed on a hot plate at
80 ◦C with magnetic stirring at medium speed for 5 h. This step provided full evaporation of
the acetone and further dispersion of the nanotubes in the resin. The mixture was left to cool
down to room temperature before a stoichiomatric ratio of hardener was added and mixed
using magnetic stirring again for 15 min at medium speed. After degassing in a vacuum
chamber for 30 min until no bubbles were left the mixture was applied to the mould as an
adhesive using a spatula, and the mould was clamped using foldback clips. The mixture
was cured at 100 ◦C for 5 h in a vacuum-assisted oven. The specimens were taken out from
the moulds carefully after curing and were then manually trimmed with a cutter knife to
remove the residuary side fillets to ensure all specimens have identical dimensions. Two
specimens of each type were manufactured to demonstrate the repeatability of the results.
Two reflective strips with a length of 10 mm were attached on the surface of the
specimens to allow displacement measurement using a laser extensometer. The gap
between these strips was about 50 mm. A thermocouple was attached on the surface of the
specimen to monitor its temperature.
2.3. Scanning Electron Microscopy
Scanning electron microscopy (SEM) was performed to analyse the dispersion quality
of MWCNTs in the adhesive. The cross-sections of specimens a and b were analysed. The
samples were cut with a scissor, and the cross-section was not polished before gold coating.
A TESCAN LYRA3 SEM under secondary electron imaging mode with 10–15 kV acceleration
voltage at a chamber of 10−3 mbar was used. The specimens were sputter-coated with
10 nm gold coating to minimize charging effect [20].
2.4. Raman Spectroscopy
Raman spectra were collected using a Raman spectrometer (Horiba LabRam 300) with
a non-polarised excitation wavelength of 632.1 nm and diffraction gratings of 1800 lines/mm
at 50× magnification to assess the quality of the MWCNTs [21]. The amount of defective
structures and complete molecular structures were measured, and a comparison of the
intensity of these two structures provided an evaluation of the quality of the MWCNTs used
as the raw material in the present study. The Raman spectra of as-grown MWCNTs were
collected by dispersing the MWCNTs in silicone oil and drop-casting the dispersion onto a
Si substrate in order to secure the MWCNTs in place without introducing an additional
fluorescence background. Raman spectra of MWCNT–adhesive composite specimens were
collected from the middle section of the cross-sectional fractured edge of the specimen.
2.5. Thermal Strain Measurement
The CTE of every specimen was determined using the thermal strain measurement
technique. The specimen was placed on a hot-plate and heated up to 120 ◦C at a rate of
5 ◦C/min. A Laser extensometer was used to measure the deformation of the specimen
during the heating process. The schematic of the thermal strain measuring system used for
the study is shown in Figure 4, and described below:
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Figure 4. Schematic of thermal strain measurement system.
The laser extensometer was positioned at a distance of 305 mm away from the spec-
imen, and was slightly angled (5 ◦C) to avoid interference from the possible spurious
reflections from other reflective surfaces [22]. During the test, the laser emitted from
the laser extensometer was vertically aimed at the surface of the specimen. The laser
extensometer measured and indicated the gauge length between the two reflective strips
according to the laser reflected from the reflective strips, and the gauge length increased
with the increase of the temperature. The thermocouple monitored the temperature of the
specimen during the test, and the test was stopped when the temperature reached 120 ◦C
to avoid exceeding glass temperature. The digital signal processor transmitted the data to
the computer where time and temperature data were recorded using in-house LABVIEW
code. The CTE of the specimens was calculated using the following equation:
α =
Lend − Lstart
Lstart × (Tend − Tstart)
(2)
where α is the CTE of the specimen, Lend is the gauge length of the specimen at the end of
the test, Lstart is the gauge length at the start of the test, Tend is the temperature (◦C) of the
specimen at the end of the test, and Tstart is the temperature (◦C) of the specimen at the
start of the test.
3. Results
3.1. Fractography
The SEM images in Figure 5 show the dispersion quality of the MWCNTs on the
cross-section of the specimens. In Figure 5a,b, many MWCNTs protruding out from the
surface of the cross-section are observed.
Cross-sectional images showed dispersion of sub-micron MWCNTs bundles within
the matrices. The presence of these bundles is actually expected to occur due to the use of
a high concentration of MWCNTs beyond the percolation threshold in epoxy matrices [23].
MWCNT bundles are known to be difficult to disentangle in most solvents despite of the
use of surfactants [24,25]. Nonetheless, this suggests that the dispersion method used in
this study is sub-optimal to fully stabilise the MWCNTs during the post-dispersion mould
casting and curing process [26]. Note that the entire casting and curing process took more
than 6 h to complete.
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(a) (b)
Figure 5. Dispersion of MWCNTs on (a) cross-section of specimen a with 1.0 wt% MWCNTs; (b) cross-
section of specimen b with 2.68 wt% MWCNTs.
3.2. Raman Spectroscopy
Figure 6 shows the Raman spectrum of the MWCNTs with D and G peaks. The G band
corresponds to the sp2 graphitic structure, and the D band represents the non-sp2 defects
and disorder in the structure. As-grown MWCNTs used in this study exhibited a typical
intensity ratio between the D and G bands, ID/IG, of 0.82, and a minor shoulder in the G
band. This is typical for highly graphitic, slightly oxidised, as-grown MWCNTs synthesised
by CVD using iron-containing catalysts [16,21,27]. As ID/IG < 1, these MWCNTs contained
a relatively low but non-zero defect density.
Figure 6. Raman spectra of MWCNTs from the cross-sectional fractured edge of composite specimens
and from the as-grown MWCNTs dispersion in silicone oil.
Additional defects can be introduced during the MWCNTs dispersion step by the
socication and high shear mixing processes. In this study, the dispersion process was carried
out with reduced amplitude sonication and lower rotational speed shear mixing to minimise
the introduction of additional defects.
3.3. Coefficient of Thermal Expansion
The gauge lengths of all the specimens were measured with the increase of temperature.
The test started at 30 ◦C and ended at 120 ◦C. The CTEs of the specimens were calculated
using Equation (2) and are listed in Table 2. The comparison of CTEs at different materials,
including steel, aluminium, the polymer used in the project, and different specimens is
shown in Figure 7.
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Table 2. Experimentally determined CTEs of five specimens.
Specimen a b c d e Polymer
Length of thermal expansion (mm) 0.127 0.133 0.257 0.218 0.132
Interval of temperature (◦C) 90 90 90 90 90
CTE ×10−5 ◦C−1 2.66 2.87 5.87 4.43 2.75 7.5
Figure 7 indicates that the CTEs of hybrid joint specimen a and specimen b, which con-
tain an aluminium substrate, were close to the CTE of the aluminium plate. This is due
to the fact that the adhesive and aluminium were bonded together and the bond strength
was sufficiently high that the adhesive was constrained to the expansion of the aluminium
substrate during the heating process. No disbonding was observed after the tests. Addi-
tionally, due to the CTE mismatch between adhesive and aluminium, the specimens may
bend. However, no bending was observed in the test as the thermal strain of the specimens
was too small to be observed.
Figure 7. CTE (×10−5 ◦C−1) comparison of different materials and specimens.
These results are in agreement with the general trend from a previous study, see
Figure 8 [11]. However, the CTE values in this study were found to be about twice as high
as those approximated in the previous study at 3.6 × 10−5 ◦C−1 and 1.4 × 10−5 ◦C−1. The
results in Table 2 indicate that the CTE of specimen c was 5.87 × 10−5 ◦C−1 and that of
specimen d was 4.43 × 10−5 ◦C−1. The difference between the current and the previous
results is attributed to the fact that:
1. Ferrocene was used as the catalyst for the CVD growth of MWCNTs and some catalysts
particles might be entrapped within the MWCNTs. As a post-growth purification
process was not included in this study, the weight of the catalyst might have been
inadvertently included in the weight measurement of MWCNTs. Therefore, the actual
weight percentages of the MWCNTs used in the specimens were most likely less than
the measured weight percentages. The contribution of catalyst to the CTE of polymer
is expected to be negligible [28].
2. There was a deviation in the density of MWCNTs used in the calculation to obtain
volume fraction, as there was no effective method to measure the density of MWCNTs.
The density of MWCNTs is related to the dimension of CNTs and the quantity of the
walls in CNTs [29]. The diameter of the MWCNTs synthesised in the present study
was between 20 and 100 nm. The density of the MWCNTs used in the present study
might be underestimated, as the density of MWCNTs varies from 1.5 gm/cm3 to
2.5 gm/cm3 [30].
3. If the MWCNTs dispersion is unstable, re-agglomeration starts immediately after the
dispersion process is stopped. CNT agglomeration induces a negative influence on
the performance of polymers [23]. Agglomerates introduce inhomogeneities to the
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specimen that may lead to localised stress concentration under thermal load, resulting
in the formation of initiation sites for failure and acceleration of breakage.
4. The defects (porosity, void etc.) in the adhesive part of the specimens may cause poor
local bonding between the metal substrate and adhesive, which in turn can result in
different thermal expansions of the specimens. In the present study such defects were
identified; see Figure 9. Insufficient degassing of the uncured epoxy causes formation
of porosity and voids.
Figure 8. Coefficient of thermal expansion with 1.14 vol% and 3 vol% MWCNTs [11].
Figure 9. Defects on specimen: porosity (black features on the surface) and void (highlighted with
red boxes).
4. Conclusions
The aim of the present study was to reduce the coefficient of thermal expansion (CTE)
of an epoxy adhesive with the addition of multi-walled carbon nanotubes (MWCNTs) in
order to reduce the CTE mismatch in adhesive–metal bonded joint systems. A low viscosity
bisphenol-A epoxy resin was modified with the addition of 1 wt% and 2.68 wt% MWCNTs
and was used in adhesive–metal bonded joints. The MWCNTs were synthesised by CVD
and assessed by Raman spectroscopy. A significant amount of defects was observed
in the MWCNTs. The dispersion quality of the MWCNTs in the epoxy was examined
using scanning electron microscopy (SEM). The CTE of the adhesive–metal bonded joint
was determined experimentally using the thermal strain measurement technique. The
addition of 1 and 2.68 wt% of MWCNTs decreased the CTE of the polymer adhesive from
7.5 × 10−5 ◦C−1 (polymer only) to 5.87 × 10−5 ◦C−1 and 4.43 × 10−5 ◦C−1, respectively,
by 22% and 41% reduction. These results are in agreement with the general trend from a
previous study [11], albeit the measured CTE values in this study are about twice as high as
those approximated in the previous study. The discrepancy between the experimental and
the theoretical values can be attributed to the difficulties in estimating the effective density
of MWCNTs and inadvertent agglomeration of the MWCNTs in the adhesive. Moreover,
porosity and voids were observed on the surface of the adhesive part of the adhesive–metal
bonded joints. These defects of the adhesives may result in poor bonding between the
metal and the adhesive; hence the discrepancy of the experimental and the theoretical CTE.
Polymers 2021, 13, 170 9 of 10
Author Contributions: X.Z. carried out the experimentation and established the first thesis of the
results and discussion; T.K. extracted the first draft of the current paper, and carried out critical and
elaborative analysis of the data; H.Y.N., V.K.T. and A.I.A. managed and supervised the multidisci-
plinary research in different areas; H.Y.N. introduced the first concept of the idea the article presents.
All authors have read and agreed to the published version of the manuscript.
Funding: This research was funded by the Engineering and Physical Sciences Research Council (EPSRC).
Acknowledgments: The authors would like to acknowledge support from the UK EPSRC funded
research (STRAINcomp; Ref. EP/R016828/1). The authors are also grateful to Jim Hurley and Ben
Hopper from Cranfield University for strong and continuous technical support throughout the research.
The authors are thankful to Sarah Yasir and Donglan An from Cranfield University for their support
with the Raman Spectroscopy. A.I.A. acknowledges support from EU Marie Sklodowska-Curie Actions
(Grant No. 645725, FRIENDS2).
Conflicts of Interest: The authors declare no conflict of interest.
References
1. VENEDO (2019) Global EV Sales for 2018. Available online: http://www.ev-volumes.com/country/total-world-plug-in-vehicle-
volumes/ (accessed on 1 June 2019).
2. Nezhad, H.Y.; Stratakis, D.; Ayre, D.; Addepalli, S.; Zhao, Y. Mechanical performance of composite bonded joints in the presence
of localised process-induced zero-thickness defects. Procedia Manuf. 2018, 16, 91–98. [CrossRef]
3. Liu, Y.; Zhang, X.; Lemanski, S.; Nezhad, H.Y.; Ayre, D. Experimental and numerical study of process-induced defects and their
effect on fatigue debonding in composite joints. Int. J. Fatigue 2019, 125, 47–57. [CrossRef]
4. Nezhad, H.Y.; Zhao, Y.; Liddel, P.D.; Marchante, V.; Roy, R. A novel process-linked assembly failure model for adhesively bonded
composite structures. CIRP Ann. 2017, 66, 29–32. [CrossRef]
5. Nezhad, H.Y.; Egan, B.; Merwick, F.; McCarthy, C.T. Bearing damage characteristics of fibre-reinforced countersunk composite
bolted joints subjected to quasi-static shear loading. Compos. Struct. 2017, 166, 184–192. [CrossRef]
6. Zhou, Y.; Nezhad, H.Y.; Hou, C.; Wan, X.; McCarthy, C.T.; McCarthy, M.A. A three dimensional implicit finite element damage
model and its application to single-lap multi-bolt composite joints with variable clearance. Compos. Struct. 2015, 131, 1060–1072.
[CrossRef]
7. Egan, B.; McCarthy, C.T.; McCarthy, M.A.; Gray, P.J.; O’Higgins, R.M. Static and high-rate loading of single and multi-bolt
carbon–epoxy aircraft fuselage joints. Compos. Part A Appl. Sci. Manuf. 2013, 53, 97–108. [CrossRef]
8. Li, L. Research on Static Strength Analysis and Strength Prediction of Adhesively Bonded Single Lap Joint for Autoclave. Int. J.
Adhes. Adhes. 2011, 41, 119–126
9. GPC Battery. 2015. Available online: http://www.gpcbattery.com/English/index.aspx (accessed on 1 June 2019).
10. CBEA. Thermal Management of Electric Vehicle. In SAE Technical Papers; 2019. Available online: https://www.idtechex.com/en/
research-report/thermal-management-for-electric-vehicles-2020-2030/715 (accessed on 1 June 2019).
11. Shirasu, K.; Yamamoto, G.; Tamaki, I.; Ogasawara, T.; Shimamura, Y.; Inoue, Y.; Hashida, T. Negative axial thermal expansion
coefficient of carbon nanotubes: Experimental determination based on measurements of coefficient of thermal expansion for
aligned carbon nanotube reinforced epoxy composites. Carbon 2015, 95, 904–909. [CrossRef]
12. Oh, H.J.; Dao, V.D.; Choi, H.S. Electromagnetic shielding effectiveness of a thin silver layer deposited onto PET film via atmospheric
pressure plasma reduction. Appl. Surf. Sci. 2018, 435, 7–15. [CrossRef]
13. Dao, V.D.; Vu, N.H.; Yun, S. Recent advances and challenges for solar-driven water evaporation system toward applications.
Nanoenergy 2020, 68, 104324. [CrossRef]
14. Dang, H.L.T.; Tran, N.A.; Dao, V.D.; Vu, N.H.; Quang, D.V.; Vu, H.H.T.; Nguyen, T.H.; Pham, T.D.; Hoang, X.C.; Nguyen, H.T.; et al.
Carbon nanotubes-ruthenium as an outstanding catalyst for triiodide ions reduction. Synth. Met. 2020, 260, 116299. [CrossRef]
15. Huntsman (2012), Mechanical Properties: Araldite®LY1564/Aradur®3486/Aradur®3487. Available online: http://www.swiss-
composite.ch/pdf/t-Araldite-LY1564-Aradur3486-3487-e.pdf (accessed on 1 March 2019).
16. Aria, A.I.; Lyon, B.J.; Gharib, M. Morphology engineering of hollow carbon nanotube pillars by oxygen plasma treatment. Carbon
2015, 81, 376–387. [CrossRef]
17. Lyon, B.J.; Aria, A.I.; Gharib, M. Fabrication of carbon nanotube—polyimide composite hollow microneedles for transdermal
drug delivery. Biomed. Microdevices 2014, 16, 879–886. [CrossRef] [PubMed]
18. Marcio, L. Carbon Nanotube Reinforced Composites: CNT Polymer Science and Technology; Elsevier: Amsterdam, The Netherlands, 2015.
19. Bai, Y.; Lin, D.; Wu, F.; Wang, Z.; Xing, B. Adsorption of Triton X-series surfactants and its role in stabilizing multi-walled carbon
nanotube suspensions. Chemosphere 2010, 79, 362–367. [CrossRef]
20. Ikeda, H.; Iwai, M.; Nakajima, D.; Kikuchi, T.; Natsui, S.; Sakaguchi, N.; Suzuki, R.O. Nanostructural characterization of ordered
gold particle arrays fabricated via aluminum anodizing, sputter coating, and dewetting. Appl. Surf. Sci. 2019, 465, 747–753.
[CrossRef]
Polymers 2021, 13, 170 10 of 10
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